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1
COMPOSITE DUCTS AND METHODS

BACKGROUND

The disclosure relates to gas turbine engines. More particu-
larly, the disclosure relates to fluid ducts.

In an exemplary gas turbine engine, ducting can be fabri-
cated using a variety of processes, such as a composite layup
or forming a sheet metal to the desired shape using a combi-
nation of cutting, bending, welding, and/or stamping pro-
cesses. U.S. Pat. No. 8,273,430B2 discloses an alternative in
which ducting is formed of a metallic inner layer and a poly-
meric outer layer by a stamping process.

Separately from such air ducting, there have been other
combinations of metallic and non-metallic members such as
US PreGrant Publication 20080118683.

SUMMARY

One aspect of the disclosure involves a duct having: a first
non-metallic member extending between a first end and a
second end, at least at the first end having an outwardly-
projecting flange portion; a metallic flange member having a
sleeve extending between a first end and a second end and a
flange extending outward from the sleeve and having a first
face and a second face; and a second non-metallic member
extending between a first end and a second end having an
outwardly-projecting flange portion, the first non-metallic
member flange portion mounted to the flange first face and the
second non-metallic member flange portion mounted to the
flange second face.

In various further embodiments of any of the foregoing
embodiments, the sleeve is accommodated in a gap between
the first non-metallic member and the second non-metallic
member.

In various further embodiments of any of the foregoing
embodiments, the sleeve has an inboard surface flush with
inboard surfaces of the the first nonmetallic member and the
second non-metallic member away from their respective
flange portions.

In various further embodiments of any of the foregoing
embodiments, the metallic flange member comprises a single
piece forming the flange and the sleeve.

In various further embodiments of any of the foregoing
embodiments, the metallic flange has a plurality of through-
holes.

In various further embodiments of any of the foregoing
embodiments, the first non-metallic member flange portion
and the second non-metallic member flange portion are
secured to the flange by resin.

In various further embodiments of any of the foregoing
embodiments, the first non-metallic member flange portion
and the second non-metallic member flange portion are
secured to the flange by fasteners.

In various further embodiments of any of the foregoing
embodiments, the first non-metallic member and the second
non-metallic member comprise a fiber composite.

In various further embodiments of any of the foregoing
embodiments, the second non-metallic member second end is
a terminal end of a sleeve.

In various further embodiments of any of the foregoing
embodiments, the first non-metallic member flange portion is
a first flange portion and the first non-metallic member com-
prises a second flange portion at the second end of the first
non-metallic member.

In various further embodiments of any of the foregoing
embodiments, the duct is an air duct on a gas turbine engine.
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2

Another aspect of the disclosure involves a method for
manufacturing the duct, the method comprising: assembling,
to atool, a first precursor of the first non metallic member, the
metallic flange member, and a second precursor of the second
non-metallic member; bagging the assembled tool, first pre-
cursor, metallic flange member, and second precursor; and
heating the bagged assembly.

In various further embodiments of any of the foregoing
embodiments, the heating comprises autoclaving.

In various further embodiments of any of the foregoing
embodiments, the method further comprises: introducing
resin prior to the bagging, the heating hardening/curing the
resin.

Another aspect of the disclosure involves a method for
using the duct, the method comprising: installing the duct on
a gas turbine engine; and running the gas turbine engine to
pass air through the duct.

The details of one or more embodiments are set forth in the
accompanying drawings and the description below. Other
features, objects, and advantages will be apparent from the
description and drawings, and from the claims.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a partially schematic axial sectional view of a gas
turbine engine.

FIG. 2 is a partially schematic left side view of the engine
with aerodynamic structures removed.

FIG. 3 is a view of a duct of the engine of FIG. 1.

FIG. 4 is a cross-sectional view of the duct of FIG. 3.

FIG. 4A is an enlarged view of a flange assembly/joint in
the duct of FIG. 4.

Like reference numbers and designations in the various
drawings indicate like elements.

DETAILED DESCRIPTION

FIG. 1 shows a gas turbine engine 20 having an engine case
22 surrounding a centerline or central longitudinal axis 500.
An exemplary gas turbine engine is a turbofan engine having
a fan section 24 including a fan 26 within a fan case 28. The
exemplary engine includes an inlet 30 at an upstream end of
the fan case receiving an inlet flow along an inlet flowpath
520. The fan 26 has one or more stages of fan blades 32.
Downstream of the fan blades, the flowpath 520 splits into an
inboard portion 522 being a core flowpath and passing
through a core of the engine and an outboard portion 524
being a bypass flowpath exiting an outlet 34 of the fan case.

The core flowpath 522 proceeds downstream to an engine
outlet 36 through one or more compressor sections, a com-
bustor, and one or more turbine sections. The exemplary
engine has two axial compressor sections and two axial tur-
bine sections, although other configurations are equally
applicable. From upstream to downstream there is a low
pressure compressor section (LPC) 40, a high pressure com-
pressor section (HPC) 42, a combustor section 44, a high
pressure turbine section (HPT) 46, and a low pressure turbine
section (LPT) 48. Each of the LPC, HPC, HPT, and LPT
comprises one or more stages of blades which may be inter-
spersed with one or more stages of stator vanes.

In the exemplary engine, the blade stages of the LPC and
LPT are part of a low pressure spool mounted for rotation
about the axis 500. The exemplary low pressure spool
includes a shaft (low pressure shaft) 50 which couples the
blade stages of the LPT to those of the LPC and allows the
LPT to drive rotation of the LPC. In the exemplary engine, the
shaft 50 also directly drives the fan. In alternative implemen-
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tations, the fan may be driven via a transmission (e.g., a fan
gear drive system such as an epicyclic transmission between
the fan and the low pressure spool) to allow the fan to rotate at
a lower speed than the low pressure shaft. Also, although
shown as an axial two-spool engine, other spool counts and
configurations may be used.

The exemplary engine further includes a high pressure
shaft 52 mounted for rotation about the axis 500 and coupling
the blade stages of the HPT to those of the HPC to allow the
HPT to drive rotation of the HPC. In the combustor 44, fuel is
introduced to compressed air from the HPC and combusted to
produce a high pressure gas which, in turn, is expanded in the
turbine sections to extract energy and drive rotation of the
respective turbine sections and their associated compressor
sections (to provide the compressed air to the combustor) and
fan.

FIG. 2 is a left and right side view of the engine with
aerodynamic exterior surface panels removed. FIG. 2 shows
various components of systems which may be made accord-
ing to the present disclosure. The exemplary systems include
an air-oil cooler (AOC) system 70 including an air-oil heat
exchanger unit 72. An air inlet duct (AOC inlet duct) connects
to an inlet 74 to guide air to the heat exchanger 72 and an air
outlet duct (AOC exhaust duct) connects to an outlet to 76 to
guide air from the heat exchanger. The air-oil cooler system
serves to cool engine oil via a diversion of bypass air. As is
discussed further below, either of the ducts may reflect a
baseline metallic or composite duct replaced by a new duct.

The exemplary articles are gas turbine engine components.
An exemplary component genus is an air duct for a gas turbine
engine. The exemplary article replaces a metallic (e.g.,
formed sheet metal) or composite layup baseline part.

FIGS. 3 and 4 show the AOC outlet duct 78. The exemplary
duct 78 extends between an inlet port 80 at an upstream end
and an outlet port 82 at a downstream end. The duct includes
aninterior passageway 84 extending between these ports. The
exemplary duct is formed as an assembly of three main sec-
tions or members. The first member 86 extends generally
downstream from the inlet. The third member 88 extends
generally upstream from the outlet. The second member 90
forms a junction between the first member and third member
and provides a structural and/or mounting flange. In this
example, the first member and third member are non-metallic
members (e.g., carbon-fiber or other composites including
glass fiber composites, aramid fiber composites, combina-
tions, and the like) and the second member is a metallic
member (e.g., machined aluminum alloy or titanium alloy).

In this particular illustrated example, the first member
extends from an upstream end at a mounting flange 92 to a
downstream end at a flange 94 (FIG. 4).

The exemplary mounting flange 92 has an outboard face 96
and an inboard face 98. The exemplary flange 92 further
includes a perimeter array of mounting holes 100 (FIG. 3). In
the FIG. 2 example, the holes 100 allow the flange 92 to be
securely mounted and sealed to the housing of the heat
exchanger 72 (e.g., via associated bolts, screws or similar
fasteners). In contrast, the second end of the duct 78 is not
intended to terminate in a flange. A terminal portion 120 of
duct 78 extends to a downstream rim 122 at the duct down-
stream end/outlet 82. In other embodiments, a protruding
terminal flange may be desired for coupling to an additional
yet further downstream duct component. In the particular
example, the downstream component may be a nacelle duct
130 (FIG. 4) sealed to the duct 78 by a seal 132 (e.g., silicone
kiss seal). It may be desirable to provide a flange upstream of
the terminal portion for one or more of several reasons: struc-
tural reinforcement (e.g. to prevent collapse of or blowout of
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the duct); to provide a sealing surface; and/or to provide a
mounting feature. The exemplary metallic member 90 at least
partially provides such a flange. The exemplary metallic
member 90 includes a flange portion 140 having an outboard
face 142 and an inboard face 144 and having a perimeter 146.
To perform the mounting function, the exemplary flange 140
includes an array of through-holes 148 (FIG. 3) between the
faces 142 and 144.

The provision of a metallic flange between two non-metal-
lic members may have advantages over hypothetical other-
wise similar non-metallic systems. The exemplary non-me-
tallic members may be purely non-metallic or may have
minor amounts of metal such as a plating on a composite
substrate or metallic particle filler in a matrix of the composite
or metallic fibers interwoven or interlayered with non-metal-
lic fibers (e.g., less than half of fiber volume being metallic).

FIG. 4 shows the third member 88 as including an upstream
flange 150 from which the terminal portion 120 extends
downstream from a junction 152 with the flange. The flange
150 has an inboard face 154 and an outboard face 156. The
inboard face is shown as part of a continuous smooth surface
extending through the junction 152 and becoming an interior/
inboard surface 158 of the body/terminal portion 120 (which
forms a main body ofthe third member). The inboard face 154
(which forms an upstream face) abuts the face 142 of the
flange 146. In a similar fashion, the flange 94 has an outboard
face 160 abutting the face 144 and has an opposite inboard
face 161. The flange 94 has a junction 162 with a main body
portion 164 of the first duct member 86. The surface 160 is
part of a continuous surface extending through the junction
and becoming the interior surface 170 of the first member 86,
the first member and third member may be generally of con-
stant thickness along their main bodies, flanges, and smoothly
curving junction 162 and 152 with associated smooth curving
of'its respective surfaces.

The exemplary second member 90 includes an inboard
(e.g., near the centerline of the duct) protuberance 180. The
protuberance has an inboard surface 182, concave upstream
and downstream outboard surfaces 184 and 186, respectively,
providing a continuously curving transition to the flange faces
142 and 144. Thus, the flange 140 can be viewed as protruding
outward from the protuberance 180 and leaving the protuber-
ance with a respective upstream portion 190 and a down-
stream portion 192 protruding beyond the flange faces into
the respective first and third members.

In FIG. 4 it is thus seen that the presence of a protuberance
can fill space which would otherwise be left between the
convex portions of the surfaces of the non-metallic members
along the junctions 152 and 162. The protuberance surface
182 thus presents a smooth surface to airflow through the
ducts to limit turbulence, drag, and the like.

FIG. 4A further shows groups of holes 200, 202, 204
respectively through the flanges 94, 140, and 150. Each asso-
ciated group of a hole 200, a hole 202, and a hole 204 forms
a combined hole through the sandwiched flanges. Each of
these combined holes accommodates a fastener such as a bolt
or screw head 210 against one opposite face of the sand-
wiched flanges and a nut 212 bearing against the other.

Manufacture may be by generally conventional tech-
niques. In one example, the metallic member is machined
from billet stock or thick plate stock. Separately, the non-
metallic members are formed by conventional lay-up tech-
niques (e.g., on a male tool using fiber tapes, tows, sheets, or
the like (e.g., pre-preg.)) or molding techniques. In one lay-up
example, this is a green lay-up where the nonmetallic mem-
bers are not cured prior to assembly to the metallic member.
The members may be assembled to a tool and vacuum bagged
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and autoclaved to cure. Cured resin from the green lay-ups
may also cause the non-metallic members to adhere to the
metallic member. In an alternative example, the layups of the
non-metallic member are bagged and cured prior to assembly
to the metallic members. The holes (if any) may then be
drilled through the members separately or after the members
are assembled (e.g., and held together such as via clamps). If
separately drilled, the members may then be assembled and
bolted together. Optionally or alternatively, an adhesive may
be applied to mating surfaces (e.g., epoxy or silicone-based
adhesive may be applied prior to assembly and may cure at
room temperature or in an oven).

In the first example, after curing, holes may be drilled in for
the fasteners (at least the holes in the non-metallic member
flanges as it may be convenient to pre-drill holes in the metal-
lic member; yet alternatively, the outer holes in the metallic
member may be pre-drilled whereas the inner fastener holes
may be co-drilled with the corresponding holes in the non-
metallic members. Fasteners may thereafter be installed.

If fasteners are used, yet alternative fasteners are rivets.

Relative to a pure metal article, the composite may be
lighter and/or less expensive to manufacture. For example,
manufacturing costs may be reduced by reducing the number
of'steps involved. A purely metal article may require multiple
stamping and/or machining operations and multiple weld-
ings. In the exemplary implementation, metal formings thus
can be limited to the basic machining of the metallic member
profile and drilling. It may also be more highly automatable
than manufacture of a purely metal article (especially where
low volume production is involved and it is desired to mini-
mize tooling costs).

Relative to a pure polymeric article, the composite may
offer any of several advantages. These may be viewed relative
to different hypothetical alternatives. One advantage may be
viewed relative to a hypothetical alternative wherein the
metal member is simply omitted in the foregoing example.
Flanges of the non-metallic members may be fastened
directly to each other and their combination may still provide
some of the strength and/or mounting functions desired for a
flange. However, this alternative provides discontinuity
encountered by flow passing through the duct (thereby caus-
ing drag, turbulence, etc.). The filling aspect of the protuber-
ance 180 provides continuity. The presence of metal may add
yet greater strength, especially under certain bending loads.
Attempting to fill the gap or increase the flange strength in the
absence of the metallic member may require substantial
thickness variations in the composite layup and otherwise
making layup more complex.

Yet other advantages may be seen relative to other hypo-
thetical situations in which a non-metallic flange or metallic
flange is simply secured to perimeter of a continuous com-
posite duct member extending through the flange. This hypo-
thetical baseline may provide substantial additional manufac-
turing difficulties and costs. In contrast, each of the first and
third duct members may be formed in essentially one layup
with subsequent assembly being a simple mechanical assem-
bly and hole machining operation. This may thus eliminate
need for sequential layup and curing times.

One or more embodiments have been described. Neverthe-
less, it will be understood that various modifications may be
made. For example, when implemented as a replacement for
a baseline part, details of the baseline may influence details of
any particular implementation. Accordingly, other embodi-
ments are within the scope of the following claims.
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What is claimed is:
1. A duct comprising:
a first non-metallic member having an exposed exterior
surface extending between a first end and a second end,
at least at the first end having an outwardly-projecting
flange portion;
a metallic flange member having a sleeve extending
between a first end and a second end and a flange extend-
ing outward from the sleeve and having a first face and a
second face; and
a second non-metallic member extending between a first
end and a second end having an outwardly-projecting
flange portion, the first non-metallic member flange por-
tion mounted to the flange first face and the second
non-metallic member flange portion mounted to the
flange second face, wherein:
the metallic flange member flange protrudes beyond the
first non-metallic member flange portion and the sec-
ond non-metallic member flange portion;

the sleeve first end protrudes beyond the flange first face;
and

the sleeve second end protrudes beyond the flange sec-
ond face.

2. The duct of claim 1 wherein:

the sleeve is accommodated in a gap between the first
non-metallic member and the second non-metallic
member; and

the sleeve is formed by a protuberance having, in section, a
first concave transition between the sleeve first end and
the flange first face and a second concave transition
between the sleeve second end and the flange second
face.

3. The duct of claim 1 wherein:

the sleeve has an inboard surface flush with inboard sur-
faces of the first nonmetallic member and the second
non-metallic member away from their respective flange
portions.

4. The duct of claim 1 wherein:

the metallic flange member comprises a single piece form-
ing the flange and the sleeve.

5. The duct of claim 1 wherein:

the metallic flange has a plurality of through-holes.

6. The duct of claim 1 wherein:

the first non-metallic member flange portion and the sec-
ond non-metallic member flange portion are secured to
the flange by resin.

7. The duct of claim 6 wherein:

the first non-metallic member flange portion and the sec-
ond non-metallic member flange portion are secured to
the flange by fasteners.

8. The duct of claim 1 wherein:

the first non-metallic member flange portion and the sec-
ond non-metallic member flange portion are secured to
the flange by fasteners.

9. The duct of claim 1 wherein:

the first non-metallic member and the second non-metallic
member comprise a fiber composite.

10. The duct of claim 1 wherein:

the first non-metallic member and the second non-metallic
member comprise a carbon fiber composite.

11. The duct of claim 1 wherein:

the second non-metallic member second end is a terminal
end of a sleeve.
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12. The duct of claim 1 wherein:

the first non-metallic member flange portion is a first flange
portion and the first non-metallic member comprises a
second flange portion at the second end of the first non-
metallic member.

13. The duct of claim 1 wherein:

the duct is an air duct on a gas turbine engine.

14. A method for manufacturing the duct of claim 1, the

method comprising:

assembling, to a tool, a first precursor of the first non-
metallic member, the metallic flange member, and a
second precursor of the second non-metallic member;

bagging the assembled tool, first precursor, metallic flange
member, and second precursor; and

heating the bagged assembly.

15. The method of claim 14 wherein:

the heating comprises autoclaving.

16. The method of claim 14 further comprising:

introducing resin prior to the bagging, the heating harden-
ing/curing the resin.

10
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17. A method for using the duct of claim 1, the method

comprising:

installing the duct on a gas turbine engine; and

running the gas turbine engine to pass air through the duct.

18. A gas turbine engine comprising the duct of claim 1 and

further comprising:

at least one compressor section;

a combustor;

at least one turbine section coupled to the at least one
combustor section;

a gas flowpath sequentially through the at least one com-
pressor section, the combustor, and the at least one tur-
bine section; and

the duct of claim 1 as an air duct.

19. The duct of claim 18 wherein:

the sleeve is accommodated in a gap between the first
non-metallic member and the second non-metallic
member.



